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Amendments to Claims 



1 . (Currently Amended) A process for manufacturing a mu l tilay e r conta i n e r 
having a trancparont outor layer a round the poriphory of th e oonta i nor, wh e r e in th e 
outor layo r comprigoo a cl e ar thormoplaotio potymor matorial io trancparont in the 
solid stat e , and ^ t - l e act ono oth e r Inn e r layer, tho proc e ss compris i ng the st e ps: (1) 
h e at i ng e ach of at l e ast two th e rmopl a ctic polymorG to a tomporaturo above tho molt 
temperatur e of e ach to obtain a homogoneouo mo l t of each of tho at toast two 
polymers; (2) co -e xt F uding the at l e ast two th e nrtoplaotic polymG »F s4hrough a oo ■ 
oxtrusion blow molding h e ad into an op e n mold; (3) using an e xtrusion blow molding 
mach i n e to b l ow moid th e- at l oact two th e rmoplastic po l ym e ric matoriolo to form a 
blow moldQd structur e having an [nt e ma l ( i n s ido) surfao e and an oxtornal (outsid e ) 
surfac e , whoro i n tho b l ow mold i ng mach i n e compris e s (!) a firpt hoad for oxtrud i ng a 
fir s t th e mqoplastio polym e r that is to b e used a s th e outor layer, and - at least a second 
hoad for extrnding at le ast on e additional polymor wherein - at le ast tho firot head has 
be e n modified to -e xtrudo a homogeneous m el t of the first th e miopla s tlc po l ymor; (ii) 
(a) a mold comprising a first cooling m e anc for coo l ing tho outside of the blow molded 
stmctur e and (b ) a socond coo l ing m e ans for cooling th e insid e of tho blow molded 
ctructuro ac it is b l ow mold e d; (ii i ) a pinch off area and a dual pinching means for 
pinch i ng th e out e r lay e r in a mann e r cuch that th e outer - layor forces tho at least on e 
oth e r lay e r out of th e pinch - eff area; andy - (5) using the first and s e cond cooling 
m e an s to cool the inside and outsid e of th e blow moldod ctructuro to a tcmp e wtu Fe 
be l ow - about 22**C, whi le forming th e- blow mo l ded - structur e . A process for 
manufacturing a multilayer container having a transparent outer layer comorisinQ a 
first thermoplastic polymer that is transparent in the solid state and at least one inner 
layer comprising a second thermoplastic polvmer. said process comprising the steps 

n) heating and co^xtruding the first and second thermoplastic oolvmer to 
obtain a first and second polymer melt, respectively, wherein at least the first polvmer 
melt is gel'free and homogeneous: 
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(2) passing the co-extruded Dolvmer melts through a blow molding die to form 

a muftilayer parison having an outer layer formed of the first polvmer melt, at least 
one inner layer formed of the second polymer melt, and an inner cavrtv: 
(3) depositing the parison into an open mold: 

(4) closing the mold and pinching off the parison at one end In a manner such 

that the outer layer of the parison is continuous at the pinched point to form a molded 
parison: and 

(5> obtainino the multilayer container by inflatina the molded parison into a 

blow molded structure while simultaneously cooling the blow molded structure to a 
temperature below about 22^C by applying a first cooling means to the outside of the 
blow molded structure and a second cooling means to the inside of the blow molded 
structure> 

2. (Currently Amended) The process of Claim 1 wherein only a the first and a the 
second thermoplastic polymery are extruded in the process. 

3. (Currently Amended) The process of Claim 2 1 wherein the second head has 
b ee n modifiod to oxtrudo a homogeneous m e lt of th e second polymer melt obtained 
from step (1 ) is gel-free and homogeneous . 

4. (Currently Amended) The process of Claim 3 1 wherein the first cooling means 
Is a coolino system that maintains the a mold maintained at a temperature of less 
than 20 ''C, and the second cooling means is comprises a means for discharging a 
cold gas under pressure into the inner cavity of the parison during the inflation of the 
molded parison in step (5) . 

5. (Original) The process of Claim 4 wherein the cold gas is discharged at a 
temperature of less than about 20X. 

6. (Original) The process of Claim 5 wherein the cold gas is discharged at a 
temperature of less than about 18 ""C. 

7. (Original) The process of Claim 6 wherein the cold gas is discharged at a 
temperature of less than about 15 ''C. 

8. (Original) The process of Claim 7 wherein the cold gas is discharged at a 
temperature of less than about 5 ""C. 

9. (Currently Amended) The process of Claim S 1 wherein the first thermoplastic 
polymer is a polymer selected from the group consisting of: polyurethanes; acrylic 
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polymers; styrene acrylonitrile (SA N) copolymers; copolymers of ethylene and alpha, 
beta-unsaturated carboxyllc acids; and/or the i f derivatives of copolvmers of ethylene 
and alpha, beta-unsaturated carboxvlic acids : polyamides; and polyvinyl chlorides. 

1 0. (Currently Amended) The process of Claim 9 wherein the first thermoplastic 
polymer is a copolymer of ethylene and an unsaturated carfooxylic add. 

11. (Cun-ently Amended) The process of Claim 1 0 wherein the first thennoplastic 
polymer is an lonomer that is a derivative of a copolymer of ethylene and an 
aloha. beta-unsaturated carboxvlic acid . 

12. (Currently Amended) The process of Claim 4 11 wherein th e proc e ss 
addit i ona l ly compri se s th e step of: using tho pinching moans to pinch off the blow 
mold e d structure and obtain a blow mold e d structure having a oontinuQUC tran s par e nt 
outor layor areund th e p e riph e ry of th e art i cle wheroin the pinched point io f l atMDMt 
tapered at leaot slightly toward - th e inn e r cavity of th e b l ow - moldod ctructuro, and 
wh e r ei n th e mold surfac e is roughened, not po l i s hed in step (4). the parison is 
pinched off by a dua| pinchino means and the pinched point Is flat or tapered at least 
slightly toward the inner cavity of the blow molded structure . 

1 3-28. (Canceled) 

29. (Currently Amended) A procosc for manufacturing a mu l tilay e r contalRO f 
having a transparent outer lay e r around the periph e ry of th e oontainor, whoroin tho 
out e r layer compris e s a clear th e nmoplastio polymer mat eri a l that io trancparont in tho 
solid ctato, and at least ono other inner lay e r, th e proc e ss comprising the steps: (1) 
h e ating each of at least two th e rmoplastic polymors to a temp e ratur e abov e th e m el t 
t e mp e ratur e of e ach to obtain a homog e neous melt of each of th e at least - ^ e 
polym e rs; (2 ) co e xtruding the at least two thormopt asti G - polymQrs through a co - 
e xtrus i on b l ow molding h e ad into an op e n mo l d; (3) using an e xtrusion blow molding 
machine to b l ow mold tho at loast two themioplastio polymorio mat e rials to form a 
blow moldec^stRJGtufe having an internal (inside) s^rfaco - and - an oxtornal (out s id e ) 
suri'ac e , where i n th e blow mold i ng machin e compris e s: (i) a first h e ad for extruding a 
first - thermoplast i c polymer that - i s to - be - used as 4h e - ou t e r l ayer, and at loast -a- se cond 
h e ad for extruding at l east on e ^ddit i ona l- polymer wh e r e in at le a s t th e fir s t h e ad has 
b e en modified to e xtrude a homogeneous m e lt of the first thermoplastic polymer; ( i i) 
(a) a mold - comprising a - fiRft - ooo l ing means for cooling the outcido of the b l ow mold e d 
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Structur e and (b) a cooond cooling m e ans for cooling th e i no i do of tho b l ow moldod 
structure ao It to blow molded; ( i i i ) a pinch off area and a dual prnohing moans for 
pinching tho outer layer in a manner s uch that th e out e r layor forces th e at l oaot ono 
other lay e r out of the pinoh off aroa; {A) blow mo l ding tho polymerc (parison) to fomi a 
multrlayor blow moldod otructuro; and> (5) using tho firot and oooond cool i ng m e ans to 
cool tho inoido and outc l do oithe blow moldod structur e to a tomponature b e low 
about 22*^0, whi l o forming tho blow mold e d structure, whorein th e mold hoc a surface 
that io roughonod and not polish e d. The process of claim 1 . wherein the inner 

■ 

surface of the mold comorises surface imperfections. 

30. (Canceled) 

31 . (New) The process of claim 4, wherein the second cooling means further 
comprises a means for allowing escape of gas from the inside of the blow molded 
structure. 

32. (New) The process of claim 4, wherein the second cooling means Is a blow- 
pin, which comprises a nozzle that fits into the opening of the parison cavity and 
discharges the cold gas into the inner cavity of the parison under pressure. 

33. (New) The process of claim 32, wherein the blow-pin is covered by a cooling 
jacket over at least 95% of the blow-pin surface, not inclusive of the nozzle. 

34. (New) The process of claim 33, wherein the blow-pin further comprises a 
channel which is cut into the nozzle, thereby further providing the means for allowing 
the escape of gas from the inside of the blow molded structure. 

35. (New) The process of claim 33, wherein the nozzle of the blow-pin has a rough 
surface, thereby further providing the means for allowing the escape of gas from the 
inside of the blow molded structure. 
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